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1
METHOD FOR MANUFACTURING A SOUND
ATTENUATION PANEL

CROSS-REFERENCE TO RELATED
APPLICATIONS

This application is a continuation of International Appli-
cation No. PCT/FR2012/051067, filed on May 14, 2012,
which claims the benefit of FR 11/54808, filed on Jun. 1,
2011. The disclosures of the above applications are incorpo-
rated herein by reference.

FIELD

The present disclosure relates to the field of noise reduction
for aircraft engines.

BACKGROUND

The statements in this section merely provide background
information related to the present disclosure and may not
constitute prior art.

Turbojet engines generate significant noise pollution.
There is a strong demand to reduce the noise emitted by
turbojet engines, particularly as the latter become increas-
ingly powerful.

It is known that a significant portion of this noise is created
in the air intake zone of the nacelle inside which the engine is
housed. Inthat zone, there is an engine fan, which creates very
strong suction and shearing noise from the air.

It is known in particular to form the walls of the nacelle
with sound attenuation panels, so as to reduce the noise cre-
ated in that zone.

These panels are typically made up of one or more cellular
core layers (called “honeycomb” structure) whereof the outer
face, i.e., the face radially furthest from the axis of the engine,
is covered with a skin that is impermeable to the air, and the
inner face of which, i.e., the face thereof radially closest to the
axis of the engine, is covered with an air-permeable skin.

These sound attenuation panels may further comprise a
multi-perforated skin, called a septum, between the different
cellular core layers.

Each panel is assembled by positioning the different skins
and cellular core layers glued on a mold having the required
shape.

The assembly undergoes curing in a furnace so as to tighten
the layers and polymerize the pieces.

Such panels form acoustic resonators capable of “trap-
ping” the noise, and therefore attenuating the sound emis-
sions toward the outside of the nacelle.

For reasons for example related to the geometry of the
nacelle or structural constraints, it is often necessary to place
several cellular core blocks end to end to form the sound
attenuation panels.

More particularly, in reference to FIG. 1, the sound attenu-
ation panels 1 are often formed by several cellular core struc-
tures 2, 3 placed end to end, with different thicknesses.

Examples for instance include an assembly of a first bilayer
cellular core structure 2 and a second bilayer cellular core
structure forming two blocks with different thicknesses
intended to be joined in a junction area J, the assembly of the
two blocks being covered by shared inner 4 and outer 5 skins.

These are then called distributed sound attenuation panels.

In this type of distributed sound attenuation panel, the
different thickness of the two cellular core structures to be
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2

joined may be due to the size of the cells of the honeycomb
layers and/or the number of cellular core layers of each struc-
ture to be joined.

In this type of panel, further, the acoustic properties, i.e.,
the noise absorption level as a function of the frequency and
sound level of the noise, depend in particular on the joining of
the cellular core structure(s).

In this case, the junction areas between the structures must
be treated with very special care if one wishes to preserve
good sound absorption and effectiveness of the distributed
sound panels.

One common technique used to connect the cellular core
structures to each other consists of coating the adjacent edges
of' the structures with a glue that turns into foam upon curing,
and thereby forms a sort of connecting strip of expanded
material between those edges.

The advantage of this technique is that it makes it possible
to obtain a panel which, from a mechanical perspective,
behaves as if it were made in a single block.

More particularly known is a method for manufacturing
distributed sound panels in which, in reference to FIG. 2, a
junction between two cellular core structures 20, 21 is pro-
vided by the presence of an intumescent adhesive 23.

However, the presence of such an intumescent element 23
generates a rupture in the acoustic treatment inasmuch as the
cells of the honeycomb structures may be plugged by that
adhesive 23, and the holes of the acoustic skins and septa, if
applicable, may also be plugged by that adhesive 23.

Further known are methods without adhesive wherein,
preferably at the edge-to-edge junction of the cellular core
structures, the cells situated on the adjacent edges of the
structures intended to be joined are opened, and those struc-
tures are joined edge-to-edge by fitting the open cells into one
another.

Such a method does not guarantee good junctions in the
context of sound attenuation panels formed on parts with a
strong curvature, such as cylindrical nacelles.

Itis then necessary to use outside indexing means to ensure
the proper positioning of the different acoustic structures
relative to one another, of the pencil on part type.

It also does not make it possible to prevent two septa of two
respective adjacent cellular structures to be joined from over-
lapping in the junction area of the two structures.

This has the drawback of affecting the acoustic quality of
the panel.

SUMMARY

The present disclosure provides a method for manufactur-
ing a sound attenuation panel making it possible to obtain
distributed sound panels in which the acoustic surface is
improved and lighter distributed sound panels.

A method for manufacturing a sound attenuation panel that
eliminates the use of outside indexing elements while offer-
ing better positioning of the cellular core structures of said
panel relative to the mold and the panel resulting therefrom is
also provided.

To that end, the present disclosure relates to a method for
manufacturing a sound attenuation panel comprising a first
cellular core structure and a second cellular core structure
joined in a junction area, the first and second cellular core
structures each comprising at least one cellular core layer,

wherein:

a) ajoining edge of'the first cellular core structure having a
cellular core is joined to a corresponding joining edge of
the second cellular core structure having a cellular core,
thereby forming the junction area;
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b) the first cellular core structure having a cellular core and
the second cellular core structure having a cellular core
are placed between an inner skin and an outer skin of the
panel,

the method is remarkable in that it further comprises:

a step prior to step a), in which at least one junction rein-
forcement is inserted between the joining edge of the
first cellular core structure having a cellular core and the
corresponding joining edge of the second cellular core
structure having a cellular core in the junction area, said
reinforcement extending in a plane transverse to the two
structures having a cellular core, and

a subsequent step in which the first and the second cellular
core structures and the junction reinforcement are
secured together using a connecting means.

Owing to a method according to the present disclosure, and
more particularly owing to the presence of a junction rein-
forcement at the interface between the two cellular core struc-
tures, a solid mechanical connection is offered between the
two structures.

Advantageously, such a junction reinforcement performs
an indexing abutment function to precisely position the dif-
ferent sounds structures relative to one another and the assem-
bly relative to the manufacturing mold of the panel.

According to specific forms of the present disclosure, the
method according to the present disclosure may include one
or more of the following features, considered alone or in
technically possible combinations:

The junction reinforcement is indexed and fixed on a mold;

The junction reinforcement is not pierced;

The height of the junction reinforcement is suitable for
forming an abutment for the layers of each cellular core
structure;

The height of the junction reinforcement is smaller than the
sum of the thicknesses of the layers of each cellular core
structure;

Such a junction reinforcement may be a pre-cured com-
posite profile;

The composite profile may be the septum;

The septum may be formed from glass and epoxide plies;

An acoustic septum is inserted between the layers of one or
each cellular core structure;

The connecting means is a gluing means; and

The gluing means is a film of glue applied on at least one of
the two joining edges of the cellular core structures
and/or on the junction reinforcement.

The present disclosure further relates to a sound attenua-

tion panel manufactured using the aforementioned method.

Such a panel may be a distributed sound panel.

Further areas of applicability will become apparent from
the description provided herein. It should be understood that
the description and specific examples are intended for pur-
poses of illustration only and are not intended to limit the
scope of the present disclosure.

DRAWINGS

In order that the disclosure may be well understood, there
will now be described various forms thereof, given by way of
example, reference being made to the accompanying draw-
ings, in which:

FIG. 1 is a cross-sectional view of a distributed sound
attenuation panel according to one form of the prior art;

FIG. 2 is a cross-sectional photograph of a distributed
sound attenuation panel according to another form of the
prior art;
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FIG. 3 is a partial cross-sectional diagrammatic view of a
sound attenuation panel according to the present disclosure;

FIGS. 4ato 4fillustrate the different successive steps of the
manufacturing method according to the present disclosure for
a sound attenuation panel of FIG. 3;

FIGS. 5a to 5¢ are cross-sectional views of the step for
placing a septum on a mold of the manufacturing method
according to the present disclosure; and

FIGS. 6a and 65 are two perspective views of different
successive layers of a panel according to FIG. 3.

The drawings described herein are for illustration purposes
only and are not intended to limit the scope of the present
disclosure in any way.

DETAILED DESCRIPTION

The following description is merely exemplary in nature
and is not intended to limit the present disclosure, application,
oruses. It should be understood that throughout the drawings,
corresponding reference numerals indicate like or corre-
sponding parts and features.

Inreferenceto FIG. 3, asound panel 30 typically comprises
a first cellular core structure 40 and a second cellular core
structure 50 that are joined in a junction area J, the first 40 and
second 50 cellular core structures each comprising at least
one cellular core layer.

The cellular core structures are sandwiched between a
so-called acoustic inner skin 31 and a so-called solid outer
skin 32, said to be solid because it does not comprise any
holes.

Thus, relative to the first cellular core structure 40, the
following successive layers can be seen in the direction of the
thickness: the first acoustic skin 31, a primary honeycomb
layer 41 of the first structure 40, a perforated septum 32, a
secondary honeycomb layer 42 of the first structure 40 and the
second solid skin 33.

The two primary and secondary honeycomb layers 41, 42
form the first cellular core structure 40 of the panel 30.

The honeycombs of these layers 41, 42 are traditionally
made up of adjacent cells oriented in the direction of the
thickness of the honeycomb.

Furthermore, the honeycomb of the secondary layer 42
may or may not be similar to the honeycomb of the primary
layer 41.

Its thickness may thus be different, as may the width of'the
alveolar cells.

The material forming the cells of the layers 41, 42 may
typically be made from a light metal alloy suitable for the
aeronautics field or any other suitable material.

The septum 32 is made from an organic matrix composite
material comprising one or more reinforcing plies embedded
in resin.

It may also be pierced with holes following a particular
mesh on which the acoustic quality of the panel 30 depends.

In one non-limiting alternative of the present disclosure,
the material forming the inner skin 31 of the panel 30 may be
made from sheet metal or fabric, and includes perforations
situated across from the cells.

In one non-limiting alternative of the present disclosure,
the material forming the outer skin 33 of the panel 30 may be
a multilayer composite material.

The description in reference to the cellular layers of the first
structure 40 is also valid for the second cellular core structure
50, which in this form also shows two cellular core layers 51,
52, between which an acoustic septum 34 is inserted.
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The illustrated sound panel 30 is a distributed sound panel,
as defined in the introduction to this present disclosure. Thus,
more particularly, the two cellular core structures 40, 50 have
a different thickness.

In this FIG. 3, the first cellular core structure 50 is thicker
than the second, adjacent cellular structure 50.

The operating principle of such a sound panel is known in
itself: this panel may be mounted, for example, in the inner
wall of an aircraft nacelle such that the inner skin 31 is
situated across from the engine in that nacelle.

The noise emitted by this engine penetrates the cells by
means of orifices situated in the inner skin 31, and vibrates the
inside of the cells, which form acoustic resonators, thereby
making it possible to dissipate the acoustic energy and pro-
duce a subsequent reduction in the noise level.

According to alternative forms, it is possible to obtain a
sound panel including more than two cellular core structures
40, 50, which in turn may comprise one or more layers.

Reference will more particularly be made to the junction
area ] between these two cellular core structures 40, 50 in
which they cooperate.

According to the present disclosure, at least one junction
reinforcement 60 is placed between the joining edge 43 of the
first cellular core structure 40 and the corresponding joining
edge 53 of the second cellular core structure 50 in the junction
zone J.

This junction reinforcement 60 extends in a plane trans-
verse to the layers of the two cellular core structures 40, 50,
i.e., here perpendicular to the thickness of each of the struc-
tures 40, 50.

Such a junction reinforcement performs an indexing abut-
ment function to precisely position the different sounds struc-
tures 40, 50 relative to one another and the assembly relative
to the manufacturing mold of the panel, as will be seen below
relative to FIGS. 4a to 4f

To that end, reference will now be made to FIGS. 4a to 4f,
in light of which the method for manufacturing the sound
panel according to FIG. 3 will be described.

First, in reference to FIG. 4a, a draping mold 70 is chosen
depending on the sound panel 30 to be manufactured.

In one non-limiting example, a mold of the OFS type has
been chosen having two corners 71 at each free end of the
mold 70, this mold 70 being in the shape of an arc of circle.

In a following step, the first acoustic skin 31 of the sound
panel 30 is placed on the mold 70.

As illustrated in FIG. 4b, the junction reinforcement 60 is
next indexed on the first acoustic skin 31, which will delimit
the interface between the two acoustic structures 40, 50 of the
panel 30.

Such a junction reinforcement 60 is not pierced, and its
thickness is suitable for imparting stiffness to the junction J
between the two cellular core structures 40, 50.

Furthermore, the height of the junction reinforcement 60 is
chosen so as to allow the reinforcement 60 to form a lateral
abutment for all of the layers 41, 42 and 51, 52 forming the
two cellular core structures 40, 50 to be joined.

As illustrated in this figure and in reference to FIGS. 5a to
5¢, the junction reinforcement 60 extends over the circumfer-
ence of the mold 70 and the first skin 31, radially protruding
from the mold 70 as far as the corners 71, where it is securely
fixed by suitable means 80.

More specifically, the reinforcement 60 is fixed, at both of
its ends, in a housing and centered owing to the cooperation of
centering and positioning means suitable for passing through
the through orifices 81, facing each other, formed in the
fastening means 80 and the reinforcement 60.
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In one form of the present disclosure, the junction rein-
forcement is a composite profile.

In another form, this profile is pre-cured. In one form, this
profile is a septum 60.

Inone non-limiting example of the present disclosure, such
a septum is formed from a material of the glass and epoxide
ply type.

Preferably, such a profile has a small thickness, i.e., said
thickness is smaller than the size of one honeycomb alveolar
cell.

Furthermore, the reinforcement or junction septum 60 will
be joined to the different cellular core structures 40, 50 by
suitable connecting means, as described later. In one form, the
connecting means is a gluing means.

This gluing means may be a film of glue (which may or
may not be supported) applied on at least one of the two
joining edges of the cellular core structures 40, 50 and/or on
the septum 60.

In one alternative form, the septum 60 may be pre-coated
with an adhesive in the form of a film, before being indexed on
the mold 70.

In a second alternative, it may be coated on the mold 70
after indexing thereof.

In reference to FIGS. 4c to 4e, the first cellular core struc-
ture 40 and the second cellular core structure S0 are succes-
sively deposited on the acoustic skin 31, on either side of the
junction septum 60, the figures only illustrating the placement
of the first structure 40.

Thus, a first acoustic structure layer 41, 51 is deposited on
either side of the junction septum 60, on the first acoustic skin
31 (FIG. 4¢).

The acoustic septa 32, 34 are deposited, if applicable, on
the layer(s) 41, 51 of the cellular core structures 40, 50 (FIG.
44d).
A second layer 42, 52 is subsequently placed for the cel-
Iular core structures 40, 50, if applicable.

In this type of sound panel 30 production, as illustrated in
FIGS. 6a and 6b, the junction septum 60 forms a lateral
abutment for each acoustic layer 41, 51, 42, 52 deposited on
the mold 70 and the acoustic septa 32, if applicable.

However, to avoid deteriorating and indenting the outer
skin 33 of'the distributed sound panel, the junction septum 60
has a height smaller than the sum of the thicknesses of the
different layers of each cellular core structure 40, 50, i.e., the
sum of the thicknesses, here, of the first layer 41, the acoustic
septum 32 and the second layer 42 regarding the first cellular
core structure 40.

In a subsequent step illustrated in FIG. 4f, the junction
septum 60 is cut at both of its ends, freeing it from the corners.

The outer skin 32 is subsequently placed on the assembly
of' the cellular core structures, said outer skin covering all of
the layers of the two cellular core structures 40, 50, as well as
the junction J and the transverse septum 60.

It should be noted that between each layer deposition, the
junction may be made by applying a film of glue (which may
or may not be supported), as was mentioned for the junction
of'the joining edges 43, 53 of the two cellular core structures
with the junction septum 60.

In a final step that is not illustrated, the various resins and
glues of the panels 30 are polymerized to obtain the sound
panel illustrated in FIG. 3.

This polymerization may be done, in a non-limiting
example, under pressure owing to compacting by a bladder or
any other suitable means.

Owing to the present disclosure, a means is proposed for
joining the acoustic structures of a distributed sound panel
using an element placed on their junction axis, that element
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making it possible both to generate a thin mechanical con-
nection between the two acoustic areas and to serve as an
abutment to position the acoustic structures 40, 50 precisely
relative to one another.

The manufactured panels are also lightened, and the acous-
tic surfaces improved.

Furthermore, the presence of a junction septum 60 makes it
possible to provide better positioning of the panel 30 to be
manufactured relative to the mold 70 used.

Of course, the present disclosure is in no way limited to the
forms described above, provided a simple examples, but also
encompasses all alternative forms of the present disclosure.

In particular, it is possible to consider other connecting and
gluing means or types of panels other than distributed sound
panels.

What is claimed is:

1. A method for manufacturing a sound attenuation panel
comprising a first cellular core structure and a second cellular
core structure joined in a junction area (J), the first and second
cellular core structures each comprising at least one cellular
core layer,

wherein:

a) ajoining edge of the first cellular core structure having a
cellular core is joined to a corresponding joining edge of
the second cellular core structure having a cellular core,
thereby forming the junction area;

b) the first cellular core structure and the second cellular
core structure are placed between an inner skin and an
outer skin of the panel,

wherein the method further comprises:

a step prior to step a), in which at least one junction rein-
forcement is inserted between the joining edge of the
first cellular core structure and the corresponding join-
ing edge of the second cellular core structure in the
junction area, said junction reinforcement extending in a
plane transverse to the first and the second cellular core
structures, and
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a subsequent step in which the first and second cellular core
structures and the junction reinforcement are secured
together using a connecting means, and

wherein the junction reinforcement is indexed and fixed on
a mold.

2. The method according to claim 1, wherein the junction

reinforcement is not pierced.

3. The method according to claim 1, wherein the height of
the junction reinforcement is suitable for forming an abut-
ment for layers of each cellular core structure.

4. The method according to claim 3, wherein the height of
the junction reinforcement is smaller than the sum of the
thicknesses of the layers of each cellular core structure.

5. The method according to claim 1, wherein the junction
reinforcement is a pre-cured composite profile.

6. The method according to claim 5, wherein the pre-cured
composite profile is a septum.

7. The method according to claim 6, wherein the septum is
formed from glass and epoxide plies.

8. The method according to claim 1, wherein an acoustic
septum is inserted between the layers of one or each cellular
core structure.

9. The method according to claim 1, wherein the connect-
ing means is a gluing means.

10. The method according to claim 9, wherein the gluing
means is a film of glue applied on at least one of the two
joining edges of the cellular core structures and/or on the
junction reinforcement.

11. A sound attenuation panel manufactured using the
method according to claim 1.

12. The sound attenuation panel according to claim 11,

wherein the sound attenuation panel is a distributed sound
panel.



